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[57] ABSTRACT

A foil intermediate layer is arranged between machine
parts forming a joint to protect the machine parts
against fretting corrosion. The foil intermediate layer
includes at least two foils or plies of which the respec-
tive inner contact surfaces contacting each other, have
a lower coefficeint of friction and a higher resistance to
wear and abrasion, than the respective outer surfaces of
the foils or plies contacting the joint forming surfaces of
the machine parts. Thus, relative motion between the
machine parts forming the joint under oscillating loads
or vibrations, is transmitted to the easily gliding wear
resistant contact surfaces of the plies so that the ma-
chine parts are protected from f{retting corrosion,
whereby their operating lifetime 1s increased.

16 Claims, 4 Drawing Sheets
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FOIL INSERT IN A JOINT BETWEEN MACHINE
COMPONENTS

FIELD OF THE INVENTION

The invention relates to a foil insert in a joint between
machine components, especially for preventing fretting
corrosion, for example in the joint between turbine
blades and a turbine rotor.

BACKGROUND INFORMATION

A so-called compact foil intermediate layer com-
prises a single foil positioned in a joint between adjoin-
ing machine parts which are subject to chafing or fric-
tion or fretting corrosion. The foil prevents a direct
 surface contact between neighboring parts which are
subject to oscillations and/or vibrations. However, the
material of the single foil is subjected, in addition to
changing compression loads, to increased shearing
forces due to the effects of the fretting corrosion.
Therefore, the single foil intermediate layer has a rela-
tively short working lifetime due to the resultant fret-
ting corrosion and microcrack formation so that the foil
must be replaced frequently. Another method of pro-
tecting adjoining machine parts against fretting corro-
sion is disclosed in the German Patent Publication No.
(DE-PS) 3,133,158, wherein an independent foil inter-
mediate layer is not used. Rather, a material is intro-
duced into the joint between the machine parts by a
method as disclosed in No. (DE-PS) 3,133,158 so that
the material forms an intermediate layer which adheres
to the surfaces of the parts to be protected. The interme-
diate layer thus forms a mechanical unit with both part
surfaces so that disadvantageously the parts cannot be
disassembled without breaking and destroying the
formed intermediate layer. A further disadvantage of
such an adhering intermediate layer is that microcracks
are caused in the intermediate layer due to high shear
forces during vibrational loading. Further, due to the
mechanical adhesion or bonding the microcracks can
propagate into the material of the machine parts to be
protected. Thus, the intermediate layer fails to serve its
important function and the working lifetime of the ma-
chine parts to be joined is reduced.

German Patent Publication No. (DE-PS) 3,236,376
discloses a further development of such an adhering
protective layer or coating, whereby the surfaces of the
machine parts to be joined are separately coated with a
~ protective coating of, for example, copper, silver, or
aluminum. A disadvantage of these protective coatings
is also the propagation of microcracks caused by fret-
ting corrosion into the parts themselves.

OBJECTS OF THE INVENTION

In view of the above it is the aim of the invention to
achieve the following objects singly or in combination:
to provide a foil intermediate layer to be placed in
joints between oscillating and/or vibrating ma-
chine parts in order to reduce or prevent fretting
corrosion and microcrack formation on the sur-
faces of the machine parts forming the joint;
to achieve a long operating lifetime and easy ex-
changeability or replaceability of such foil interme-
diate layers and of the machine parts;
" to allow such a foil intermediate layer to be removed
from a joint without destroying the foil so that it
may be reused in another or the same joint;
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to provide two foil layers in a joint between machine
parts for taking up vibration effects between the
contacting surfaces of the two neighboring foil
layers; |

to prevent any microcracks or other defects which
may arise in the intermediate foil layers from prop-
agating into the material of the machine part to be
protected; and

to appropriately choose a material for the foil inter-
mediate layer and to appropriately treat the sur-
faces of the foil material so that it is suitable for
operation at temperatures above 400° C. and oper-
ating pressures up to 20X 1035 N/m? without under-
going any plastic deformation and so that the mate-
rial of the foil remains impact notch resistant and
temperature resistant.

SUMMARY OF THE INVENTION

The above objects have been achieved according to
the invention by using at least a two-ply foil intermedi-
ate layer whereby the two plies are so constructed that
their mutually contacting surfaces have a lower coeffi-
cient of friction and are more abrasion resistant than the
respective outer surfaces of the plies in contact with the
machine parts. Thereby, the outer surfaces of the plies
having a greater coefficient of friction are pressed in a
slip-free manner against the machine part surfaces form-
ing the joint so as to impede any microscopic relative
motion between the machine part surface and the re-
spective outer foil surface. Such motions tend to arise
due to the oscillating and vibrating loads applied to the
joint. However, according to the invention these micro-
scopic relative motions are allowed to be effective be-
tween the inner foil contact surfaces of the foil layers
directly contacting each other. For this purpose these
inner surfaces according to the invention have a lower
coefficient of friction than the outer surfaces of the
plies, the fretting corrosion is reduced and shearing
forces which might otherwise damage the foil plies are
reduced. Furthermore, because the inner contact sur-
faces of the foil plies are more abrasion resistant than
the rest of the foil layer material, an increased operating

lifetime is achieved in the two-ply intermediate layer

according to the invention compared to prior art inter-
mediate layers. | ]

According to the invention the fretting corrosion
effect on the machine part surfaces is transferred to the
inner contact surfaces of the replaceable foil plies. The
invention has several advantages over the joint formed
with adhering intermediate layers according to German
Patent Publication No. (DE-PS) 3,133,158, namely that
microcracks which may form in the intermediate layer
cannot simply propagate into the material of the ma-
chine parts, and that damaged foil plies are easily ex-
changeable or replaceable according to the invention by
simply removing old plies and inserting new plies at
necessary maintenance intervals. Moreover, undam-
aged foil plies may be reused.

The invention also has advantages over the joint
formed by adhering coatings on the surfaces of machine
parts forming the joint, according to German Patent
Publication No. (DE-PS) 3,236,376. Namely, micro-
cracks which may form due to fretting corrosion in the
foil plies can only propagate to the outer surfaces of the
foil plies so that the material of the machine part re-
mains protected.

'~ Compared to a single layer the multi-ply foil interme-
diate layer according to the invention also has advan-
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tages, because the present multi-ply arrangement ac-
cording to the invention dissipates, in the inner contact
plane between the two foil plies, any shear forces which
may arise due to tangential relative movements between
the machine parts during oscillating or vibrating load-
ing. Thus, the operating lifetime and the economy of the
present multi-ply foil is increased relative to the prior
art, wherein shear forces effective within the single-ply
foil intermediate layer cause rapid failure.

On the one hand, the foil intermediate layer must be
fit enough to distribute and withstand peak loads, but on
the other hand, it must be thin enough to transmit and
withstand loads without undergoing plastic creep or
deformation of the multi-ply layers in the joint. These
requirements are satisfied by foil intermediate layers
having a ply thickness in the range of 0.01 mm to 0.5
mm. The material characteristics of the specific material
of which the foil plies are made has a considerable influ-
ence on the optimal foil ply thickness. If two plies are
used the layer thickness would be 0.02 mm to 1.0 mm.
When the foil layers are made of high grade foil materi-
als such as stainless steel, nickel based alloys, or cobalt
based alloys, the optimal foil ply thickness is between
0.03 mm and 0.07 mm.

It is advantageous if the foil layers are made of the
same type of material as the machine parts to be joined
to prevent undesirable material creep or flow due to the
formation of galvanic elements.

Furthermore, the outer surfaces and the inner contact
surfaces of the foil plies are differently machined or
treated. In order to increase the coefficient of friction of
the respective outer surface of the foil plies, the outer
surfaces are advantageously abraded or peened by blast-
ing with sharp abrasive particles, for example, by sand-
blasting the outer surfaces. Spherically shaped particles
are suitable for the blasting. On the other hand, the
inner contact surfaces are machined smooth and, for
example, polished to a high reflecting finish for advan-
tageously decreasing the coefficient of friction between
the ply surfaces contacting each other.

If the material of the machine parts to be joined is not
a suitable material for the foil intermediate plies, then it
- is preferable to use as the material for the foil ples
stainless steels, especially chrome-nickel-molybdenum-
steels, such as X12 Cr Ni Mo 12, or 0.1 C-12 Cr-2.5
Ni-1.8 Mo, or also chrome-nickel-titanium-steels such as
0.1 C-18 Cr-9Ni-0.4 Ti. These materials are temperature
resistant and resistant to notching impacts. Hence, these
materials satisfy the requirements to be met by the foil

layer according to the invention.
Nickel based materials such as 0.1C-22 Cr-18 Fe-9

Mo (Tradename Hastelloy), or 0.06 C-20 Cr-6 Mo-2
Ti-0.5 Al (Tradename C), or 0.1 C-20 Cr-18 Co-2.5
Ti-1.5 Al (Tradename Nimonic 90) have the advantage
that they are hard and strong materials which may be
used at temperatures and pressures above the limit val-
ues noted above.

Cobalt based materials such as 0.1 C-20 Cr-15 W-10
Ni (Tradename Haynes Alloy 25) have the advantage
that they are especially impact resistant even at high
temperatures and have been proven advantageous as
the base material for the foil intermediate plies accord-
ing to the invention.

According to a special embodiment of the invention
the foils or plies are made of the above mentioned base
materials so as to have an amorphous structure. Such
materials are referred to herein as glass-metals. One
example is a glass-metal made of iron nickel boron al-
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loys which have an advantageous machineability rela-
tive to similar foils having a crystalline structure. Inci-
dentally, the connotation of the term “fo1l” in this con-
text is intended to include sheets of such glass-metals.

A ductile coating such as a nickel based coating 0.1 to
3.0 microns thick may be applied to the outer surfaces of
the plies so that in the micron range the outer surfaces
receive a form-locking shape, whereby these outer sur-
faces are and bonded to the rough machine part surfaces
to be joined. This feature dissipates stress peaks by
means of plastic deformation in the micron range, for
example of the nickel based coating. These deforma-
tions make shape mating or form-locking slip-resistant
impressions of the rough machine part surface in the
ductile coating of the outer surfaces of the foils or plies.

For smooth machine part surfaces it is advantageous
if the outer surfaces of the plies are coated or inlaid with
a friction increasing granular material such as a ceramic
powder, e.g. boron carbide, tungsten carbide, or silicon
carbide. Such a grainy coating which may, for example
be embedded in a nickel based layer, ensures that the
foil outer surfaces do not slip relative to the smooth
machine part surfaces.

Furthermore, according to the invention a micro-
scopic shiftability or slideability is provided between
the respective contact surfaces of the plies facing each
other. Such a feature is preferably and advantageously
achieved in that at least one of the two contact surfaces
facing each other is coated with a soft glide coating of
silver or copper or a high temperature varnish or a
molybdenum or graphite containing compound.

For highly loaded joints of machine parts it 1s advan-
tageous that at least one of the two contact surfaces of
the intermediate foils or plies facing each other, is
coated with a smooth abrasion resistant glide surface of
cobalt or chromium oxide.

According to a further advantageous embodiment of
the invention a combination or composite coating layer
is formed on the contact surfaces of the intermediate
layers, which contact surfaces face each other. This
composite coating comprises a smooth abrasion resis-
tant film and a soft glide film. In order to achieve this
arrangement first a harder abrasion resistant film is
applied and then the softer glide film is applied. On the
one hand the composite coating allows an ideal gliding
effect and on the other hand, it is simultaneously pro-
tected or resistant to abrasion and wear.

In situations where extreme fretting corrosion condi-
tions prevail the soft gliding film is omitted and at least
one of the two contact surfaces facing each other 1s
preferably and advantageously coated with an ideal
hard abrasion and wear resistant glide film of titanium
nitride, tungsten carbide, or zirconium silicate.

In order to apply such glide films onto the contact
surfaces of the plies, the plasma spray technique is espe-
cially advantageous. Plasma sprayed coatings or films
of the above named material combinations are charac-
terized by a high adhesion to the foil or ply surface
material and by their high surface quality, whereby an
essentially low friction gliding of the contact surfaces
relative to each other may be achieved.

BRIEF DESCRIPTION OF THE DRAWINGS

In order that the invention may be clearly under-
stood, it will now be described by way of example with
reference to the accompanying drawings, wherein:

FIG. 1 is a sectional perspective view of a foil inter-
mediate layer according to the invention inserted in the
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joint between a turbine rotor and the blade root of a

compressor blade; |
FIG. 2 is a sectional view of a detail A of FIG. 1 on
an enlarged scale; |

FIG.3isa partlal axial sectional view of a foil inter-

mediate layer used between a piston ring and the differ-
ential shaft of a jet engine;
FIG. 4 is a partial sectional view of a cup-shaped foil
intermediate layer for the clamped end of a torsion rod;
FIG. 5 is a partial sectional view of a foil intermediate
layer surrounding the centering collar of a necked bolt;

>
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FIG. 6 is a perspective sectional view of a foil inter-

mediate layer surrounding a fluted spline shaft; and
FIG. 7 is a cross-sectional view of a foil intermediate
layer between two machine parts joined by two flanges.

DETAILED DESCRIPTION OF PREFERRED
EXAMPLE EMBODIMENTS AND OF THE BEST
MODE OF THE INVENTION

FIG. 1 shows a foil intermediate layer 1 comprising
two foils or plies 2 and 3 for joining a blade root 4 of a
compressor rotor blade 5§ with a rotor disk 6 in the

compressor stage of a turbine. The foil layers 2 and 3 are

0.03 m thick stainless steel foils (0.1C-12Cr-2.5Ni1-1.8
Mo) which have been sandblasted on their respective
outer surfaces 7 and which have been highly polished
on their respective inner contact surfaces 8. Then the so

prepared foil layers 2 and 3 were shaped or fitted to.

form the foil intermediate layer 1 on the blade root 4 so
that the sandblasted outer surface 7 of the foil 2 contacts
the blade root 4 and the sandblasted outer surface 7 of
the foil 3 contacts the groove walls 6’ of the rotor disk
6 of the compressor stage of the turbine engine. A
flange or rim 9 of the ply or foil 2 fits into a groove of
the blade root 4 to prevent the foil 2 from individually
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sliding in an axial direction. A similar flange or rim 9’ of

the ply 3 fits into a groove of the rotor disk 6 to prevent
the foil or ply 3 from individually sliding in an axial
direction. The highly polished contact surfaces 8 of the

foils 2 and 3 contact each other in a low friction sliding

manner so that axial components of vibrations and oscii-
lating loads cannot act as shear ferces, whereby micro-
cracks are prevented from arising in the foil material
and fretting corrosion is prevented at the joint surfaces
of the blade root 4 and the rotor disk 6. Hence, cracks
also do not occur in the surfaces forming the joint.
FIG. 2 shows the detail A of FIG. 1 on an enlarged
scale. The sandblasted outer surfaces 7 of the foils 2 and
3 form a slip-free joint respectively with the slightly
rough surface 4’ of a blade root 4 and with the slightly

45
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rough surface 6’ of the rotor disk 6. The highly polished

inner contact surfaces 8 of the foils 2 and 3 contact each
other in a gliding manner.

FIG. 3 shows washer shaped or annular dlsk shaped
foil or ply intermediate layers 1’ arranged on both sides
of a piston ring 10 secured to a differential shaft 11. The
piston ring 10 seals an annular cylindrical gap 12 be-
tween the hollow shaft 13 and the differential shaft 11.
The foil intermediate layer 1' comprises at least two
foils 2’ and 3’ on each side of the piston ring 10 for
protecting the washer shaped side surfaces 14 of the
piston ring 10 and the washer shaped groove surfaces 15
of the differential shaft 11 against fretting corrosion. In
this case, the foil material is 0.07 mm thick and made of
a nickel based material (0.1C-22Cr-18Fe-9 Mo the re-
mainder being nickel) which is coated on the foil outer
surfaces 7 with a three micron thick nickel based coat-
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ing or film into which silicon carbide particies of 0.2 to

6

4 micron grain size have been embedded to increase the
coefficient of friction. The contact surfaces 8 of the foils
2’ and 3’ are coated with a 0.3 micron thick combination
or composite coating or film as a gliding layer of abra-
sion and wear resistant cebalt/chrome oxide and soft
molybdenum sulfide. |
FIG. 4 shows a cup- -shaped foil intermediate layer 1a
as a fretting corrosion protection for the clamped end
16 of a torsion rod 17 in a clamping block 18, whereby
the cobalt based foil material (0.1C-20Cr-15W-10N1 the
remainder being cobalt) has been oxide blasted on the
outer surfaces of the plies contacting the joint forming
surfaces and silver coated on the inner ply surfaces
contacting each other. The arrangement of the foils or

‘plies is similar to that described and shown above with
reference to FIGS. 1 to 3 and hence FIG. 4 is not shown

nor described in further detail. Incidentally, “oxide
blasted” in this context means blasting by means of
aluminum oxide particles.

FIG. 5 shows a cylindrically shaped foil intermediate
layer 1b for joining a centering collar 19 of a necked
bolt 20 with the walls 21’ and 22’ of the centering bore

‘of compressor rotor disks 21 and 22. The cylindrical foil

sleeves forming the foil intermediate layer 15 are made
of stainless steel, whereby the surfaces of the foils or
plies contacting each other are highly polished and
coated with a high temperature lacquer or varnish and
the cylindrical outer surfaces are shot-peened or
blasted. |

FIG. 6 shows a foil intermediate layer 1c applied to a.
fluted or splined shaft 23. The foil base material is 0.3
mm thick and made of a nickel based alloy. The outer
surfaces of the foil are coated with a 0.5 micron thick
shot-peened or blasted ductile nickel based film and the
foil contact surfaces are coated with a soft gliding film

of 0.1 micron thick copper.
FIG. 7 shows a foil intermediate layer 14 for protect-
ing the flange connection 24 of two vibrationally loaded

‘machine parts 25 and 26. The foil intermediate layer 14

comprises a glass metal foil of an iron nickel boron
alloy. The contact surfaces of the foils or plies facing
each other are highly polished and coated with a plasma
spray coating of nickel, aluminum, and zirconium oxide
forming a glide film. The foil outer surfaces are coated
with a two micron thick nickel layer into which tung-
sten carbide particles with a 0.1 to 2.5 micron grain size
have been embedded to increase the coefficient of fric-
tion.

Although the invention has been descrlbed with ref-
erence to specific example embodiments, 1t will be ap-
preciated that it is intended to cover all modifications
and equivalents  within the scope of the appended
claims. | |

What we claim is:

1. A foil intermediate layer for use between adjoining
machine parts forming a joint, comprising a plurality of
foils or plies, having inner foil contact surfaces directly
contacting each other, and outer foil surfaces contact-
ing respective ones of said machine parts, said inner
contact surfaces comprising a lower coefficient of fric-
tion and a higher resistance to wear and abrasion than
said outer foil surfaces for permitting relative motion
between said inner foil contact surfaces, and wherein
said foils or plies are made of a material selected from
the group consisting of stainless steel, nickel based al-
loys, cobalt based alloys, and of the same materials of
which said machine parts are made.
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2. The foil intermediate layer of claim 1, wherein
each of said foils or plies has a thickness between 0.01
and 0.07 mm.

3. The foil intermediate layer of claim 2, wherein
each said foil or ply thickness is between 0.03 and 0.05
mim. |

4. The foil intermediate layer of claim 1, wherein
each of said foils or plies comprises an amorphous mate-
rial structure. |

5. The foil intermediate layer of claim 1, wherein said
outer foil surfaces are treated by any one of: surface
abrading, sandblasting, and shot-peening for changing a
characteristic of said outer foil surfaces.

6. The foil intermediate layer of claim 1, further com-

prising an outer coating or film applied to at least one of

said outer foil surfaces.

7. The foil intermediate layer of claim 6, wherein said
outer coating is a ductile film. |

8. The foil intermediate layer of claim 7, wherein said
outer coating is a nickel-based film.

9. The foil intermediate layer of claim 6, wherein said
outer coating comprises a granular ceramic powder for
providing an increased friction.
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10. The foil intermediate layer of claim 9, wherein
said ceramic powder comprises a material selected from
the group consisting of boron carbide, tungsten carbide,
and silicon carbide. |

11. The foil intermediate layer of claim 1, further
comprising an inner coating applied to at least one of
said inner foil surfaces for reducing friction.

12. The foil intermediate layer of claim 11, wherein
said inner coating is a smooth, soft glide film.

13. The foil intermediate layer of claim 12, wherein
said glide film comprises a material selected from the
group consisting of silver, high temperature lacquer,
molybdenum-containing material, and graphite-con-
taining material.

14. The foil intermediate layer of claim 11, wherein
said inner coating is a smooth, wear and abrasion resis-
tant film. |

15. The foil intermediate layer of claim 14, wherein
said wear and abrasion resistant film comprises a mate-
rial selected from the group consisting of cobalt,
chrome oxide, titanium nitride, tungsten carbide, and
zirconium silicate.

16. The foil intermediate layer of claim 11, wherein

said inner coating is a plasma spray coating.
- - A



	Front Page
	Drawings
	Specification
	Claims

